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[Claim} 



[Claim ij 



A method for sealing a vehicle panel joint section, comprising 
attaching a seal member molded from a resin material which melts at 
temperatures higher than a dry treatment temperature of a paint to a joint 
section between a roof panel and a side outer panel of a vehicle prior to a 
middle coat painting step, and heat' melting the seal member to seal the joint 
section. 

[Detailed Description of the In vention] 
[0001] 

[Field of Industrial Application! 

The present invention relates to a method for sealing a joint section 
betw een a roof panel and a side outer panel of a vehicle. 
[0002] 
[Prior Art] 

A conventional method for sealing a joint section between a roof 
panel and a side outer panel of a vehicle includes applying a sealing agent 
paste to a. groove formed at the joint section between both the panel to seal 
the groove, and then fitting a roof molding disclosed, for example, in 
Japanese Utility Model Laid-open Publication No. 113(1981) -77744 to cover 
the welding portion and the sealing portion, 
[0003] 

For this reason, the conventional technique not only needs an extra 
work, namely; attaching a roof molding alter sealing a joint portion arid, also 
needs materials for this purpose, Thus, there are problems to be further 



improved from the viewpoint of rationalization of production, 
[0004] 

[Problem to be Solved by the Invention] 

The present invention was created in view of such problems. The 
object of the invention is to provide a new method of sealing a joint section of 
panels which needs no moldings and can be conducted using a part of 
painting process. 
[0005] 

[Means for Solving the Problems] 

That is, as a method for sealing a vehicle panel joint section in order 
to solve such problems, the present invention is designed to attach a seal 
member molded from a resin material which melts at temperatures higher 
than a dry treatment temperature of a paint to a joint section between a roof 
panel and a side outer panel of a vehicle prior to a middle coat painting- step, 
and heat "melt the seat member to cover the joint section 
[0006] 
[Examples] 

Examples of the present invention are described below, 
Fig, 1 shows one example of the sealing process of the present invention 
which is carried out during a series of painting processes. Fig. 2 shows the 
states of a seal material before and after heat treatment. 
[0007] 

When a roof pa nel 2 and a side outer panel 3, which are constituents 
of a vehicle body 1, are welded together through welding treatment applied 
to their bent edges 2a, 3a during a series of welding operations at a weldin g 



section A ? the vehicle body I sent to a painting section B. 

In the painting section B, washing treatment, not shown, is conducted, 

followed by predetermined electrodeposition painting and drying in a drying 

oven. Then, a seal member 5 is attached to the vehicle body X. 

[0008] 

The seal member 5 melts due to heat and covers a joint section 
between a roof panel 2 and a side outer panel 3. The seal member 5 is 
formed as a half* de gummed member having a length and a. width such that 
the member can be fitted into a groove 4 between the panels % 3., The seal 
member is formed by use of a material which can be mixed well with paints 
for steel panels such as middle coat paint and top coat paint and does not 
melt at a temperature of about 180 c €> which is the highest temperature 
necessary for drying such paints, specifically, a material meiuding from 15 to 
45% by weight of epoxy -type thermosetting resin, from 5 to 25% by weight of 
thermoplastic resin such as polyester, poiyurethane and vinyl chloride, from 
2 to 10% by weight of curing agent, and from 30 to 70% by wei gh t of filler. 
[0009] 

As shown m Fig. 2(a). when the seal member 5 is fitted into a groove 
4 between a roof panel 2 and a aide outer panel 3 5 . the vehicle body 1 is then 
introduced into a heating oven. Here, heat not lower than a temperature 
necessary for drying the paints, for example, a temperature not lower than 
190*0 is applied to the seal member 5 and its periphery to melt the seal 
member 5. Then, the seal member melted is allowed to spread to ail parts 
of the groove 4, Thereby the joint eeetion. of the bent edge portions 2a and 
3a are sealed tightly with this. 
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[0010] 

Subsequently, the vehicle body 1 is transferred to a middle coat 
painting station to be subjected to normal, middle coat painting. During thi 
process, the seal member 5, which was melted m the groove 4 } is cooled to 
shrink from the state indicated by a broken line into a state indicated by a 
solid line in Fig. 2(b), namely; a state where both sides are firmly tightly 
attached to the bent portions 2b, 3b of the panels 2 V 3 and are .pulled up due 
to the surface tension. Thus, the seal member prevents rain water from 
infiltrating certainly and it forms a united portion through welding without 
affecting the appearance, 
[00 111 

Thereafter, normal painting, processes including application and 
drying of a middle coat paint, application and drying of a top coat paint, and 
application and drying of an under coat material are conducted and then the 
vehicle body 1 is transferred to the following assembling section G. Thus, a 
series of treatment is finished, 
[0012] 

[Effect of the Invention] 

As described above... according to the present invention, a seal 
member is formed from a resin material which melts at temperatures higher 
than a dry treatment temperature of a paint This member is attached to a 
joint section between a roof panel and a side outer panel prior to a middle 
coat painting step and then it is heated to melt into a united body between 
the joint sections. It therefore m possible to impart an appearance as if the 
roof panel and the side outer panel were molded from the same member. 



Moreover, it is possible to greatly simplify the process by conducting this 
type of sealing treatment using a part of a painting process: Furthermore, 
it is possible to finely finish the sealing portion in a color same as that of 
other portions by painting treatment allowing this treatment, 
[Brief Description of the Drawings] 

iFig. Ij A flow chart showing a method for sealing a panel joint section, the 
method being one embodiment of the present invention.. 
[Fig. 2j Drawings (a) and (b) show states of a seal member before and after 
boa t - m elting., respecti vely 

[Fig. 8] An explanatory drawing showing a state where a seal member is 

attached to a joint section between a roof panel and a. side outer paneh 

[Explanation of Reference Numerals] 

2 Roof panel 

.3 Side outer panel 

4 Jointed, groove section 

5 Seal member 
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